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(54) Method and device in reeling 

(57) The invention concerns a method in reeling of 
a paper or board web, wherein the web (W) is supported 
during the reeling by means of a belt (19), which runs 
through the nip between the reeling cylinder (11) and 
the reel spool (12', 12) and which runs as guided by a 
roll (13) and by the reel spool (12',12), wherein, when 
the paper or board reel (14) that is formed on the reel 
spool (12') becomes complete, the reel is pushed by 
means of the roll (1 3) into the change position and a new 
reel spool (12) is lowered into the gap between the roll 
(13) and the reeling cylinder (1 1 ) and the change device 
(15) is lowered onto the new reel spool (1 2). In the meth- 
od, the tip is cut out of the web (W) from the middle to- 
wards the edges by means of water cut nozzles, and the 
tip is blown to around the new reel spool (1 2) by means 
of tip blowing, and an adhesive is sprayed onto the web 
which is passing onto the paper or board reel (14). The 
tip of the web (W) is cut at the same time with the gluing 
of the edges of the web (W) passing onto the paper or 
board reel (14) so that the adhesive is spread at a uni- 
form distance (16) from the cut line (17) so as to glue 
the final end of the web (W) passing onto the full paper 
or board reel (14) to fix said final end onto the face of 
the paper reel (14). 

Further, the invention concerns a device in reeling 
of a paper or board web, which device comprises a reel- 
ing cylinder (11 ) and a reel spool (12',12), the web (W) 
being fitted to run through the nip between said cylinder 
and spool onto the reel spool (12', 12). The web (W) is 
supported during the reeling by means of a belt (19), 
which runs over the reeling cylinder (11) and the reel 
spool (12', 12) and which belt is fitted to run as guided 
by a guide roll (13) and the reel spool (12', 12). Further, 



the device comprises members for guiding the web (W) 
tip that was cut at the reel change stage onto the new 
reel spool (12) and a change device (15), which includes 
displaceable water cut nozzles and displaceable adhe- 
sive nozzles. The change device (15) includes sledges 
or equivalent transfer devices. To the same sledge (26) 
or equivalent, one water cut nozzle and one adhesive 
nozzle have been attached. The sledges (26) or equiv- 
alent are fitted to move along guides or equivalent of the 
change device (15) from the middle of the paper or 
board web (W) towards the edges by the intermediate 
of an actuator so that the water cut nozzles and the ad- 
hesive nozzles of the change device (15) operate sub- 
stantially at the same time and are placed in a relative 
position so that, parallel to each water cut (1 7), substan- 
tially at a uniform distance from the water cut line (17), 
an adhesive strip (16) is formed at the side of the web 
portion that passes onto the complete reel (14). 
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Description 

The invention concerns a method in reeling of a pa- 
per or board web, wherein the web is supported during 
the reeling by means of a belt, which runs through the 
nip between the reeling cylinder and the reel spool and 
which runs as guided by a roll and by the reel spool, 
wherein, when the paper or board reel that is formed on 
the reel spool becomes complete, the reel is pushed by 
means of the roll into the change position and a new reel 
spool is lowered into the gap between the roll and the 
reeling cylinder and the change device is lowered onto 
the new reel spool, in which method the tip is cut out of 
the web from the middle towards the edges by means 
of water-cut nozzles, and the tip is blown to around the 
new reel spool by means of tip blowing, and an adhesive 
is sprayed onto the web which is passing onto the paper 
or board reel. 

Further, the invention concerns a device in reeling 
of a paper or board web, which device comprises a reel- 
ing cylinder and a reel spool, the web being fitted to run 
through the nip between said cylinder and spool onto 
the reel spool, in which device the web is supported dur- 
ing the reeling by means of a belt, which runs over the 
reeling cylinder and the reel spool and which belt is fitted 
to run as guided by a guide roll and the reel spool, which 
device further comprises members for guiding the web 
tip that was cut at the reel-change stage onto the new 
reel spool and a change device, which includes dis- 
placeable water-cut nozzles and displaceable adhesive 
nozzles. 

As is well known, in reeling of the web by means of 
a drum reel-up or an equivalent reel-up, the web is 
passed along the face of the mantle of a carrier roll, reel- 
ing cylinder or equivalent before the reeling nip, in which 
case the web forms a belt angle over the reeling cylinder 
or equivalent. 

A drum reel-up is used commonly for reeling the pa- 
per web coming, for example, from a paper machine, 
coating machine, supercalender, or printing machine. 
Therein the web is reeled onto a spool, and the reel that 
is being formed is pressed against a Pope or reeling cyl- 
inder, over which the web runs over a certain sector and 
which is rotated at a circumferential speed correspond- 
ing to the web speed. Before completion of the reel, a 
new reel spool can be brought into nip contact with the 
reeling cylinder, so that it also obtains the corresponding 
circumferential speed. As soon as the paper reel has 
reached the desired diameter, it is transferred apart from 
the reeling cylinder. Then its speed of rotation starts 
slowing down, which has the result that a web loop is 
formed between the new reel spool and the complete 
reel. The loop is guided, for example, by means of a 
compressed-air jet to be wound around the new reel 
spool, whereby it is torn apart from the complete reel. 

As is well known, in the reeling stage the shaft of 
the paper reel rests and revolves ordinarily on support 
of two support rails. For this purpose the ends of the 



shaft are provided with particular bearing parts, which 
also guide the run of the reel when it is, upon completion, 
shifted along said rails to further processing. In paper- 
making this further processing usually consists of slit- 
s ting, wherein the reel is slit and wound into smaller rolls. 
For returning and changing the empty reel spools it is 
possible to use, for example, a crane. 

In the change of the reeling onto a new reel spool, 
the difficult part consists of the stage in which the grow- 
io jng reel is shifted from the primary forks onto the sec- 
ondary forks. In practice, at this stage, considerable var- 
iations occur in the linear load, which variations again 
permit momentary sliding of the paper on the face of the 
reeling cylinder. This results in occasional wrinkles in 
the paper in the initial stages of the reeling. Moreover, 
in reeling the change from the primary forks onto the 
secondary forks causes discontinuity in the reeling of 
the web, which results in broke in the centre of the paper 
reel. The transfer of the reel from the primary forks onto 
20 the secondary forks may also result in variations in tight- 
ness in the paper, which may be a reason for sliding and 
for wrinkles in the paper. 

One of the means known from the prior art for avoid- 
ing the problem described above and its consequences 
25 is setting the tension of the paper as low as possible by 
means of regulation of the difference in speed between 
the reeling cylinder and the nearest drive gear preceding 
it. As was stated, in such a case the limiting factor is 
fluttering of the web and the resulting tendency of web 
30 breaks and deterioration of quality properties of the pa- 
per, for example formation of folds. 

Further means known from the prior art involve rais- 
ing of the linear load between the growing reel and the 
reeling cylinder to a level as high as possible by using 
35 an excessively high loading force on the support forks, 
in particular on the secondary forks, by means of which 
loading force the reel is pressed against the reeling cyl- 
inder. A drawback of this procedure is deterioration of 
the quality properties of the paper, because especially 
40 the tensile strength and stretch are reduced. 

With respect to the prior art, reference is made to 
the Fl Patent Application No 905284, in which a meth- 
od in reeling is described, wherein, when the machine 
reel is completed, a new reel spool is brought by transfer 
45 members to a stand-by position and accelerated to the 
web speed. At the same time as the machine reel, cou- 
pled with the centre drive, is shifted by means of the reel 
transfer device to the change position apart from the 
reeling cylinder, the new, initially accelerated reel spool 
50 is lowered onto the rails, and the change is carried out 
in a way in itself known. After this, the full machine reel 
is slowed down, and the full-reel transfer device is 
brought to the new reel spool, and the centre drive is 
coupled with the new spool. 
55 In the present-day paper machines and devices for 
surface treatment of paper, attempts are made to 
achieve ever higher speeds, so-called high-speed reel- 
ing, wherein the speeds are higher than 1600 metres 
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per minute. I n high-speed reeling the resistance and fric- 
tion of air become higher, for example an increased 
speed makes the air resistance four-fold, which may 
produce problems in the running of the web. At the same 
time as attempts are made to achieve higher speeds, 
attempts are also made to use a maximal proportion of 
recycled fibre, which is, however, not equally strong as 
virgin fibre, and, moreover at the same time, ever thin- 
ner paper grades are aimed at, in which case the paper 
grade produced is of lower strength. In such cases in- 
creased emphasis must be put on arranging the reel 
change so that no discontinuity arises in the reeling of 
the web and, at the same time, on the control of the reel- 
ing parameters. 

The object of the present invention is to provide a 
solution for the above problems related to change in 
reeling. It is a further object of the invention to improve 
the structure of the reel and to provide stable running of 
the web during reeling, reel changes, and threading. 

With respect to the prior art closely related to the 
present invention, reference is made to the Fl Patent 
Application No. 935669, in which a method and a de- 
vice are described in reeling of a paper or board web in 
a drum reel-up or equivalent. In the method of this prior- 
art solution in reeling of a paper or board web in a drum 
reel-up or equivalent, when a paper or board reel formed 
on a reel spool becomes complete, a new reel spool is 
brought by means of transfer members into a stand-by 
position and accelerated up to the web speed. The reel 
spool with the reel is transferred by means of a transfer 
device into a change position apart from the reeling cyl- 
inder, and the new, initially accelerated reel spool is 
transferred into the reeling position. When the reel spool 
with the reel is transferred into the change position apart 
from the reeling cylinder, the belt guide roll is transferred 
into contact with the reel that is being formed onto the 
reel spool. The guide roll is transferred along with the 
reel spool into the change position so that the web runs 
during the entire change on support of the belt and 
through the nip between the guide roll and the reel spool. 

Thus, a particular object of the present invention is 
further development of this prior-art arrangement of 
change in reeling and to provide an equipment by whose 
means the change can be carried out in a controlled way 
so that the broke on the surface and in the centre of the 
reel is eliminated and that formation of dust out of the 
web is reduced. 

In view of achieving the objectives stated above and 
those that will come out later, the method in accordance 
with the invention is mainly characterized in that the tip 
of the web is cut at the same time with the gluing of the 
edges of the web passing onto the paper or board reel 
so that the adhesive is spread at a uniform distance from 
the cut line so as to glue the final end of the web passing 
onto the full paper or board reel to fix said final end onto 
the face of the paper reel. 

Further, the device in accordance with the invention 
is mainly characterized in that the change device in- 



cludes sledges or equivalent transfer devices, that to the 
same sledge or equivalent, one water cut nozzle and 
one adhesive nozzle have been attached, which sledg- 
es or equivalent are fitted to move along guides or equiv- 
s alent of the change device from the middle of the paper 
or board web towards the edges by the intermediate of 
an actuator so that the water cut nozzles and the adhe- 
sive nozzles of the change device operate substantially 
at the same time and are placed in a relative position so 
10 that, parallel to each water cut, substantially at a uniform 
distance from the water cut line, an adhesive strip is 
formed at the side of the web portion that passes onto 
the complete reel. 

In a reel-up in accordance with the invention, the 

is reel change can be accomplished in a controlled way in 
a certain change arrangement by means of a change 
equipment, it is an essential feature of the invention that 
the application of the adhesive and the cutting of the 
web take place at the same time so that the adhesive is 

20 applied to a uniform width from the cut line so as to glue 
the tail passing onto the full reel to fix it to the reel face. 
In this way, by meaiis of the method and the device in 
accordance with the invention, at high speeds a control- 
led reel change and, thus, a reel of uniform quality are 

2S achieved, whereby the surface broke and centre broke 
in the reel have been substantially eliminated. 

In the following, the invention will be described in 
more detail with reference to the figures in the accom- 
panying drawing, the invention being, however, not sup- 

30 posed to be strictly confined to the details of said illus- 
trations. 

Figure 1 is a schematic illustration of a reel-up. 
Figures 2A...2C are schematic illustrations of the 
change sequence in reeling. 

& Figures 3A and 3B are schematic illustrations of an 
exemplifying embodiment of a change device in accord- 
ance with the invention viewed from the top. 

Figure 4 is a schematic illustration of a change 
equipment viewed from the front. 

to Figure 5 is a schematic illustration of a change de- 
vice viewed from the front. 

In Fig. 1 and in the comic-strip type illustration of 
the reel change shown in Figs. 2A...2C, the reel change 
is illustrated with reference to a drum reel-up, in which 

45 the main part of the drum reel-up 1 0 consists of a reeling 
cylinder 11, along whose circumference the paper web 
W runs before it is transferred onto the circumference 
of the paper reel 14 that is formed around the reel spool 
12. The reel spool 12 rests and revolves by means of 

50 the bearing parts 27 in the reeling position on two sup- 
port rails 20 or equivalent support constructions. The 
belt arrangement comprises a belt 1 9, which can be a 
wire, felt, or any other fabric permeable to air. The belt 
19 runs guided by the guide roils 1 3 and through the nip 

55 between the reeling cylinder 11 and the paper reel 14. 
The belt 19 supports the paper web W when the web 
arrives at the reeling device 10 and until the paper web 
W is wound around the paper reel 14 that is formed onto 
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the reel spool 12. The belt 19 extends substantially 
across the entire width of the machine in the cross di- 
rection. 

In the arrangement it is possible to employ all reel- 
ing cylinder types in themselves known, such as s 
grooved, perforated, or smooth cylinders. Suction roll 
solutions are also possible. Preferably a grooved reeling 
cylinder is employed, in which case the control of air cur- 
rents in the area of the nip is easier. In this specification, 
a nip is, besides an ordinary nip shaped as a narrow 10 
line, also to be understood as referring to a support 
zone. 

In the stage shown in Fig. 2A, the reeling cylinder 
11 revolves in the direction indicated by the arrow 
and the web W is reeled onto the reel drum, i.e. the reel is 
spool 12. The reel spool 12' revolves in the direction in- 
dicated by the arrow S 2 . The paper reel 14 formed onto 
the reel spool 12' is almost complete, and a new reel 
spool 12 is in a stand-by position. The guide roll 13, 
which operates as a rider roll at the same time, is in a 20 
stand-by position near the reeling cylinder 11 . The paper 
web W runs on support of the belt 19 from the reeling 
cylinder 11 onto the paper reel 14 that is being formed 
onto the reel spool 12'. The belt 19 forms an extended 
nip between the reeling cylinder 11 and the paper reel 25 
14, and the length of this nip can be adjusted by means 
of the guide roll 13 and the belt 19. 

In the stage shown in Fig. 2B the reel spool 1 2' with 
the full paper reel 14 has been shifted in some way in 
itself known to the change position, and the guide roll 30 
1 3 has been shifted against the paper reel 1 4. The guide 
roll 13 is shifted along with the complete paper reel 14 
to the change position. The new, initially accelerated 
reel spool 12 has been lowered into the reeling position, 
for example onto the rails 20, and the change is carried 35 
out, which will be described later in more detail. 

In the situation shown in Fig. 2C the reel change 
has taken place, and the paper web W has been cut off 
in the zone between the complete paper reel 1 4 and the 
reel spool 12, and the paper web W has been turned 40 
onto the new reel spool 12. As is shown in the figure, 
the new reel spool 1 2 has been brought into contact with 
the reeling cylinder 11, and the new reel spool 12 re- 
volves at the web speed. The full paper reel 14 on the 
reel spool 12 has been braked down, and the rider roll *s 
1 3 has been returned to Its initial position. 

The change device 15 is a beam construction of a 
width equal to the width of the machine, in which there 
are water cut nozzles and tail glue nozzles moving from 
the middle to the sides. In Fig. 1 , the water cut point of so 
the web W is denoted with the reference numeral 17, 
and the gluing point with the reference numeral 16. As 
is shown in the figures, the rider roll 13 is a mobile roll, 
by whose means the paper reel 1 4 can be pressed when 
it is separated from the reeling cylinder ,11. When the ss 
paper reel 14 reaches full size, it is pushed by means of 
the rider roll 13 into the position shown in Fig. 2B, and 
the new reel spool 12 is lowered between the rider roll 



1 3 and the reeling cylinder 1 1 . The change device 1 5 is 
lowered onto the new reel spool in the way shown in Fig. 
2B. The water cut nozzles cut a wedge out of the web 
W from the middle towards the edges along the cutting 
points 17 in the way shown in Fig. 1 . The middle wedge 
is guided by means of tip blowings 1 8 to around the new 
reel spool 12. The tip blowing 18 can be accomplished 
from above, and/or the tip blowing 1 8 can be obtained 
from holes provided on the centre line of the rider cylin- 
der 13. 

The adhesive nozzles, which have been synchro- 
nized in relation to the cut nozzles, spray an adhesive 
agent to the edges 1 6 at the side of the cut wedge of the 
web W that passes onto the paper reel 14 so that the 
paper reel 14 becomes a tight package without possi- 
bility of loosening of the surface layers during braking 
down of the paper reel 14, Fig. 2C. Upon reel change, 
the rider roll 1 3 is lowered into the lower position and 
the reeling takes place in the way shown in Fig. 2C. 

As is shown in Fig. 3A, the change device 15 com- 
prises guides 21 , an energy transfer chain 22, water cut 
nozzles 23, and glue nozzles 25 as well as cylinders 24. 
In the situation shown in Fig. 3A, the nozzles 23;25 are 
in the starting position, in which the cut nozzles 23 are 
at least at the same point, preferably placed crosswise 
in the way shown in Fig. 3A, so that a sharp tip is ob- 
tained for the start. The adhesive nozzles 25 are placed 
somewhat behind, because the wedge is narrower at 
this point. 

Fig. 3B shows the nozzles 23,25 during movement, 
and the running direction of the web is denoted with the 
arrow WS and the cut performed by the water jet nozzles 
with the reference 1 7 and the adhesive joint with the ref- 
erence numeral 16. 

Fig. 4 shows the change device 1 5 viewed from the 
front, and the reference arrow 33 represents the supply 
of pressurized water and the reference arrow 34 the 
supply of adhesive. In this exemplifying embodiment, 
the sledges 26 of the change device are displaced by 
means of cylinders 24 with no piston rods. 

Fig. 5 shows a second exemplifying embodiment of 
the change device 15 in accordance with the invention, 
in which the device of displacement consists of a chain 
32 and of a motor 36 that operates it. 

In the change device 15 the water cut nozzles 23 
and the adhesive nozzles 25 have been attached to 
sledges or equivalent displaceable constructions 26 
moving along guides 21 . At the change stage the sledg- 
es 26 start moving from the middle of the change device 

15 in opposite directions, which is indicated by the ar- 
rows in Fig. 3B. Since the water cut nozzles 23 are 
placed crosswise in the starting position in Fig. 3A, the 
water cuts 1 7 intersect each other at the starting stage 
of cutting. The adhesive nozzles 25 are also placed 
crosswise, and the adhesive strips 16 intersect each 
other in the initial stage of gluing. The adhesive strips 

16 accompany the cuts 17 at a distance, being placed 
at a uniform distance on the web W portion that passes 



4 



7 



EP 0 765 832 A2 



8 



onto the paper reel 14. The movement of the sledges 
26 or equivalent is produced, e.g., by means of an en- 
ergy transfer chain 22 and cylinders 24, which have, for 
example, no piston rods, or by means of a chain 32 and 
a motor 36 that operates it. The sledges 26 of the 
change device move up to the edges of the change de- 
vice and thus cut off the web W, and at the same time, 
when the web W moves in its running direction WS, the 
cut nozzles 23 and the adhesive nozzles 25, respective- 
ly, make cuts 1 7 and adhesive strips 1 6, respectively to 
the web W substantially across the entire width of the 
web W. 

Above, the invention has been described with ref- 
erence to a preferred exemplifying embodiment of same 
only, the invention being, yet, not supposed to be strictly 
confined to the details of said embodiment. Many vari- 
ations and modifications are possible within the scope 
of the inventive idea defined in the following claims. 



Claims 

1 . A method in reeling of a paper or board web, where- 
in the web (W) is supported during the reeling by 
means of a belt (1 9), which runs through the nip be- 
tween the reeling cylinder (11) and the reel spool 
(1 2\12) and which runs as guided by a roll (1 3) and 
by the reel spool (12', 12), wherein, when the paper 
or board reel (14) that is formed on the reel spool 
(12') becomes complete, the reel is pushed by 
means of the roll (13) into the change position and 
a new reel spool (12) is lowered into the gap be- 
tween the roll (1 3) and the reeling cylinder (1 1 ) and 
the change device (1 5) is lowered onto the new reel 
spool (12), in which method the tip is cut out of the 
web (W) from the middle towards the edges by 
means of water cut nozzles (23) : and the tip is blown 
to around the new reel spool (12) by means of tip 
blowing (18), and an adhesive is sprayed onto the 
web which is passing onto the paper or board reel 
(14), characterized in that the tip of the web (W) is 
cut at the same time with the gluing of the edges of 
the web (W) passing onto the paper or board reel 
(14) so that the adhesive is spread at a uniform dis- 
tance (16) from the cut line (17) so as to glue the 
final end of the web (W) passing onto the full paper 
or board reel (14) to fix said final end onto the face 
of the paper reel (14). 

2. A method as claimed in claim 1 , characterized in 
that, by means of the guide roll (13) and the belt 
(19) running over said roll, an extended nip is pro- 
duced against the reel (14). 

3. A method as claimed in claim 1 or 2, characterized 
in that the paper or board reel (14) is pressed by 
means of the guide roll (13). 
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4. A method as claimed in any of the preceding claims, 
characterized in that the tip blowing (18) is blown 
from above. 

5. A method as claimed in any of the preceding claims, 
characterized in that the tip blowing (18) is blown 
from the centre line of the guide roll (13). 

6. A device in reeling of a paper or board web, which 
device comprises a reeling cylinder (11) and a reel 
spool (12M2), the web (W) being fitted to run 
through the nip between said cylinder and spool on- 
to the reel spool (12', 12), in which device the web 
(W) is supported during the reeling by means of a 
belt (19), which runs over the reeling cylinder (11) 
and the reel spool (12', 12) and which belt is fitted 
to run as guided by a guide roll (13) and the reel 
spool (12M2), which device further comprises 
members (18) for guiding the web (W) tip that was 
cut at the reel change stage onto the new reel spool 
(12) and a change device (15), which includes dis- 
placeable water cut nozzles (23) and displaceable 
adhesive nozzles (25), characterized in that the 
change device (15) includes sledges (26) or equiv- 
alent transfer devices, that to the same sledge (26) 
or equivalent, one water cut nozzle (23) and one 
adhesive nozzle (25) have been attached, which 
sledges (26) or equivalent are fitted to move along 
guides (21 ) or equivalent of the change device (15) 
from the middle of the paper or board web (W) to- 
wards the edges by the intermediate of an actuator 
(24,35) so that the water cut nozzles (23) and the 
adhesive nozzles (25) of the change device (1 5) op- 
erate substantially at the same time and are placed 
in a relative position so that, parallel to each water 
cut (1 7), substantially at a uniform distance from the 
water cut line (17), an adhesive strip (16) is formed 
at the side of the web portion that passes onto the 
complete reel (14). 

7. A device as claimed in claim 6, characterized in 
that the water cut nozzles (23) are placed crosswise 
in the starting position so that the water cut lines 
(17) intersect each other. 

8. A device as claimed in claim 6 or 7, characterized 
in that the adhesive nozzles (25) are placed cross- 
wise so that the adhesive strips (17) intersect each 
other at the starting point. 

9. A device as claimed in any of the preceding claims, 
characterized in that the actuator for shifting the 
transfer device (26) is a cylinder with no piston rod. 

10. A device as claimed in any of the preceding claims, 
characterized in that the transfer device is a chain 
(32), which is fitted to be displaced by the interme- 
diate of motors (35). 
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(54) Method and device in reeling 

(57) The invention concerns a method in reeling of 
a paper or board web, wherein the web (W) is supported 
during the reeling by means of a belt (19), which runs 
through the nip between the reeling cylinder (11) and 
the reel spool (12', 12) and which runs as guided by a 
roll (13) and by the reel spool (12\12), wherein, when 
the paper or board reel (14) that is formed on the reel 
spool (12') becomes complete, the reel is pushed by 
means of the roll (13) into the change position and a new 
reel spool (12) is lowered into the gap between the roll 
( 1 3) and the reeling cylinder (11) and the change device 
( 1 5) is lowered onto the new reel spool (1 2). In the meth- 
od, the tip is cut out of the web (W) from the middle to- 
wards the edges by means of water cut nozzles, and the 
tip is blown to around the new reel spool (12) by means 
of tip blowing, and an adhesive is sprayed onto the web 
which is passing onto the paper or board reel (14). The 
tip of the web (W) is cut at the same time with the gluing 
of the edges of the web (W) passing onto the paper or 
board reel (14) so that the adhesive is spread at a uni- 
form distance (16) from the cut line (17) so as to glue 
the final end of the web (W) passing onto the full paper 
or board reel (14) to fix said final end onto the face of 
the paper reel (14). 

Further, the invention concerns a device in reeling 
of a paper or board web, which device comprises a reel- 



ing cylinder (11) and a reel spool (12',12), the web (W) 
being fitted to run through the nip between said cylinder 
and spool onto the reel spool (12\12). The web (W) is 
supported during the reeling by means of a belt (19), 
which runs over the reeling cylinder (11) and the reel 
spool (12', 12) and which belt is fitted to run as guided 
by a guide roll (13) and the reel spool (12\12). Further, 
the device comprises members for guiding the web (W) 
tip that was cut at the reel change stage onto the new 
reel spool (1 2) and a change device (15), which includes 
displaceable water cut nozzles and displaceable adhe- 
sive nozzles. The change device (15) includes sledges 
or equivalent transfer devices. To the same sledge (26) 
or equivalent, one water cut nozzle and one adhesive 
nozzle have been attached. The sledges (26) or equiv- 
alent are fitted to move along guides or equivalent of the 
change device (15) from the middle of the paper or 
board web (W) towards the edges by the intermediate 
of an actuator so that the water cut nozzles and the ad- 
hesive nozzles of the change device (15) operate sub- 
stantially at the same time and are placed in a relative 
position so that, parallel to each water cut (17), substan- 
tially at a uniform distance from the water cut line (17), 
an adhesive strip (16) is formed at the side of the web 
portion that passes onto the complete reel (14). 
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